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Sent: Tuesday, October 21, 2003 5:20 PM 
To: Shoemaker, Christopher D. 
Cc: Perniciaro, Stephen; Joy, Robert L.; Bunnell, Jim 
Subject: RE: Problem with Rifle for Sports Afield Test. 

Chris, 
"<::::::::::::::::::::::::::::::· 

.::::::.:-:-. ··:::::::::::::::::::-.-

Please let me know what corrective actions are being taken. I can con:M&Mi'i:tb:e rifle th~flMad a 
problem with the bolt closing that the wrong screw was used. I comparnd'ti\e]i~foH!lMPowh screw that 
gave me a problem with one from a gun that didn't and there was pr:6b:ai.Jly 0.2oo~::t{if:f.~~r.:e in length. I 
would certainly prefer that we assemble each rifle to the same torq@Wpecification ra'ffii:ifthan making it 
technique sensitive. Backing the front take down screws down cah#i~~J[) their own problems with 
inconsistent bedding from gun to gun and grinding the bolt to cor:f¥#'~MJfuP.m.pf:lr fit absolutely makes 
me cringe. I guess my point is this. Everyone knows that manyff~:Ctor3'"'i%f:Ml:):@;~JQ .. a gun's accuracy. 
Why not control every variable we can to make the process ariifpi'oduct as coiiS:ii{!:~ffet as possible? 

. ··.·. 

Please let me know what it will take to implement this in our:~~mt>.!Y process. To Bob's point about us 
not knowing if someone improperly re-torques the screws to the'W.f:W\ij)',l;JN!:Ji'! setting, we can't prevent 
that internally. But we need to make sure that our guns are torquedtd'l~~j).rti~r torque setting and that 
they work at that setting. Based on what I am hearing, it.!~pq~~P!f::~(~~qrj~tjmer to take apart and 
re-torque the take down screws to the 35 inch lb specifi.¢~@i:f@ififave''%i''rifl'iflhat they can't close the 
bolt on. That we can control. Our guns should go togeti\~(~f~,proper torque setting and work every 
time. Grinding, filing and cutting parts so they will gq_togethef''!~~:!iJ~i~~(ye of a short term solution to a 
much longer term problem. I am not coming down c).i.'(~ssembly·:··jfl®.\(~fen't given the correct parts to 
do their job, they are left to resort to this sort of tw®l\.'ii'fg. l/lf~ .. need tci""til'i'plement procedures to 
assemble to a specific set of criteria and to do so .ili~fins th:~@mpha~i~. needs to be placed on getting 

quality right at the source or component level. .:::.iiiiii ... :,:,. .. ,J .. i:F .,.,.,,.,.,: 
On the safety force issue I will say this. I have ·-oMt:mOO.J~f:(Ough qJJ~ilr safeties to know what is hard and 
what isn't. I can tell you what I experienced is as haii'.f~~fff:i~V:e:o!ii@h it. I would say that Bob's synopsis 
pertaining to sear lift is right on. There eidi:ifisi&:~rnbdit to look at this. The force required 
to move from fire to safe was way too ··.:.:-:.:.· 

John Trull 
Product & Planning Manager, 
Remington Arms Co., Inc. 
(336) 548-8737 Phone 
(336) 548-7737 Fax 
john.trull@remington.com 
www. rem ington .com 

-----Original Message----- .... :::::::.:· :::::'''"'' 

~~0n~:T~~~~~:k~~t~~;~s~~~iJ#.1::~b?~i:~~ 
To: Trull, John .,, .. ,,<<'~':?:>?~'··.·. 
Cc: Perniciaro, Stephen; ~~y, RotiiifftW$@1.wJI, Jim 
Subject: FW: Problem wi@:Rm~Jqr Spo"i'fs'Afi~d Test. ·.·.·.·.·.·.·.·.·.·.·.·.·.·.·.·.·.·.. ··.:.:··· 

.·.:·::::::::::::::::::::::::::::::::::.:·. 
John, '':::tIJ:\:,.: ... 
Please see Bob Joy's n.ot~ .. tieJqwdi&.Y:~W® the assembly process today, we do not torque the take 
down screws. We u~'iifM@l@i,ii,i(iki@fd'ifVi.:fr and each operator has his own technique of how tight he 
drives the takedown:i$4~HH:i:~y are trained to test the bolt and if the screw is interfering they back it off 
until it works freely, or"fffii(ii@.@~$.~~ may even grind down the bolt. The issue may be compounded by 
the tolerance stack ups_ betw~e:~j@}'@ieiver (bolt hole and OD), the stock (barrel channel and bottom 
inletting), the trigg!'if:gi;@:fj:J.::;m.d tht{iforew length It is also possible to have even used the wrong take 
down screw. T@:~$tfok&if!hi@nodel does not have an aluminum bedding block so some (minimal) 
compression,~Hne stock is···pa$M:ile if the screw is over tightened. The stock is made by ORC and we 
did experien®.!?$ome inletting r~s after they modified the mold to eliminate a visual defect on the top 
rails. They pt:@fo::ed a quantity@i,fstocks to a deviation on the inletting dimensions until they had a 
chance to rep~'@~~~ir molds. J~!$•'deviation caused us to have to grind some take down screws to 
prevent them from:W~~f:\!~i.:Otf~i:)6 far. It is possible that this stock was one produced to the deviation and 
the take 9.?:Y.Y.:'\screW:~$:tJfomld improperly or not at all. 

:.:·:.:.:.:.:· ···.·.·.·· 

··:.:.:-:.:.:.:.:.:-:.:.:.:·.·.· .. ·.:.:.:-:.:.:.:·· 
Subject to Protective Oi'.{;!~fff:wfi!lfams v. Remington 
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